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PLASTIC FILM AND METHOD FOR MAKING 
PNEUMATICALLY FILLED PACKING CUSHIONS 

This invention pertains generally to packing materials and, more 
particularly, to a processed plastic film material and method for the 
manufacture of pneumatically filled packing cushions. 

Air-filled packing cushions are used to fill up empty spaces in packing 
containers and to provide protection for fragile goods. These cushions are 
usually manufactured by feeding an unprocessed length of plastic film 
material from a storage roll to a machine that processes it by sealing two 
layers of the material together along lines which define the cushions, 
injecting air between the layers to inflate the cushions, and perforating the 
material between the cushions. Such machines are complex and also 
require time-intensive maintenance. 

It is in general an object of the invention to provide a new and improved 
roll of processed plastic film material and method for the manufacture of 
pneumatically filled packing cushions. 

Another object of the invention is to provide a roll of processed plastic film 
material and method of the above character from which pneumatically filled 
packing cushions can be manufactured with a simple machine. 

These and other objects are achieved in accordance with the invention by 
providing a plastic film material and method for the manufacture of 
pneumatically inflated packing cushions wherein transverse rows of 
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perforations are formed across two elongated, superposed layers of plastic 
film material, the layers are sealed together along lines defining a plurality 
of cushions separated by the perforations, and the material is then formed 
the film material into a roll for shipment and storage. At the time and place 
the cushions are to be used, the material is unwound from the roll and fed 
to a relatively simple machine where air or other suitable gas is injected 
between the two layers, and the material is sealed to complete the 
cushions. In some embodiments, the film material is in the form of a 
flattened tube, and in others it is a centerfold material in which the film is 
folded along its centerline. In some embodiments, a marker is placed on 
the film for use in positioning the film in the machine which injects the air 
and seals the film to form the cushions. 

Figure 1 is an isometric of one embodiment of a roll of processed plastic 
film material incorporating the invention for use in the manufacture of 
pneumatically filled packing cushions. 

Figure 2 is a fragmentary top plan view of one embodiment of a processed 
plastic film material incorporating the invention for use in the manufacture 
of pneumatically filled packing cushions. 

Figure 3 is a transverse sectional view of the embodiment of Figure 2. 
Figure 4 is a fragmentary top plan view of another embodiment of a 
processed plastic film material incorporating the invention for use in the 
manufacture of pneumatically filled packing cushions. 

Figure 5 is a transverse sectional view of the embodiment of Figure 4. 

As illustrated in Figure 1 , an elongated length of plastic film material 1 1 is 
wound about a central shaft or core 12 to form a roll 13 for use in the 
manufacture of pneumatically inflated packing cushions. Although the 
shaft is shown as having a circular cross section, it can have any other 
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suitable shape, such as a polygon. The film material is fed from the roll to 
a machine that further processes it and fills it with air or other suitable gas 
to form the packing cushions. 

In the embodiment illustrated in Figure 2, the film material is in the form of 
a flattened tubular film 14 which is provided with transverse rows of 
perforations 1 6, 1 7 that are spaced at regular intervals along the length of 
the tubing. Each of the rows of perforations extends over the entire width 
of the tubular film. 


The film is sealed together along lines 18 on opposite sides of every other 
one of the rows of perforations, i.e. next to rows 1 6. These seal lines are 
formed close to the perforations and extend across the entire width of the 
film to seal off the perforations in rows 16 from the rest of the material. 

Markers 1 9 are provided near the intermediate rows of perforations 1 7, i.e. 
the rows which do not have the seal lines next to them. These markers 
can be detected optically, magnetically or by other suitable means, and can 
be utilized to indicate the position of the tubular film and the rows of 
perforations in the machine which makes the cushions. 

After the film material has been processed by forming the perforations, seal 
lines and markers, it is formed into the rolls 13 for shipment and storage. 
To complete the cushions, the material is fed from a roll into a machine 
(not shown) which introduces air or other suitable gas into the tubing 
through perforations 17, then forms transverse seal lines similar to seal 
lines 18 next to the perforations to prevent the air from leaking out. Since 
the perforations are preformed, the machine does not have to make them, 
and the inflation and sealing can be done with a relatively simple, 
inexpensive machine. 
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Alternatively, the material can be prepared with seal lines 18 on both sides 
of all of the rows of perforations, in which case the air or other gas can be 
introduced into the cushions through a hollow needle punched through a 
wall of the film. After the air or gas has been injected, the needle is 
5 withdrawn, and the hole formed by the needle is closed by heat sealing. 

In the embodiment of Figure 4, the film material is a type sometimes 
referred to as a centerfold film 21 . It consists of an elongated sheet of film 
material which is folded along its centerline with one closed edge 22 and 
one open edge 23. As in the embodiment of Figure 2, transverse rows of 
10 perforations 24 are formed at regular intervals along the length of the 
material. Each of these rows extends across the entire width of the folded 
material. 

The folded material is sealed together along lines 26 on either side of each 
of the rows of perforations. These seal lines are formed close to the 
1 5 perforations, and extend from the closed edge 22 of the material to within 
a short distance from the open edge 23. 

If desired, markers (not shown) similar to markers 19 in the embodiment 
of Figure 2 can be provided for use in aligning the film material in the 
machine which makes it into cushions. 

As in the embodiment of Figure 2, the processed material is formed into 
rolls 13 for shipment and storage. To complete the cushions, the material 
is fed from a roll into a machine (not shown) which introduces air or other 
suitable gas through the open edge 23 and between the two layers of the 
folded film. The machine then seals the two layers together along a 
longitudinally extending line 28 which intersects the transverse seal lines 
26 near the open edge of the film to contain the air or other gas and 
complete the cushions. Here again, since the perforations are preformed, 
all the machine needs to do is to inject the air and form the longitudinal 
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seal. That can be done with a relatively uncomplicated, inexpensive 
machine. 

It is apparent from the foregoing that a new and improved roll of processed 
plastic film material and method have been provided for the manufacture 
of pneumatically inflated packing cushions. While only certain presently 
preferred embodiments have been described in detail, as will be apparent 
to those familiar with the art, certain changes and modifications can be 
made without departing from the scope of the invention as defined by the 
following claims. 
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CLAIMS 

1 . A plastic film material for use in the manufacture of pneumatically 
inflated packing cushions, comprising two longitudinally extending 
superposed layers of film material joined together along at least one edge, 
transverse rows of perforations extending across the superposed layers, 
and seams sealing the two layers together along transverse lines on 
opposite sides of and in close proximity to the rows of perforations. 

2. The plastic film material of Claim 1 wherein the seams extend across 
the entire width of the film material. 

3. The plastic film material of Claim 1 wherein the seams extend from 
one edge of the film material to within a short distance from the other edge 
of the material. 

4. The plastic film material of Claim 1 further including a marker on the 
film material for use in positioning the material in a machine which 
processes the material to make the cushions. 

5. The plastic film material of Claim 1 wherein both edges of the 
material are closed. 

6. The plastic film material of Claim 1 wherein one edge of the material 
is open. 

7. A plastic film material for use in the manufacture of pneumatically 
inflated packing cushions, comprising two longitudinally extending 
superposed layers of film material joined together along at least one edge, 
transverse rows of perforations extending across the superposed layers, 
and seams sealing the two layers together along transverse lines on 
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opposite sides of and in close proximity to every other one of the rows of 
perforations. 

8. The plastic film material of Claim 7 wherein the seams extend across 
the entire width of the film material. 

9. The plastic film material of Claim 1 wherein the seams extend from 
one edge of the film material to within a short distance from the other edge 
of the material. 

1 0. The plastic film material of Claim 7 further including a marker on the 
film material for use in positioning the material in a machine which 
processes the material to make the cushions. 

11. The plastic film material of Claim 7 wherein both edges of the 
material are closed. 

1 2. The plastic film material of Claim 7 wherein one edge of the material 
is open. 

13. A plastic film material for use in the manufacture of pneumatically 
inflated packing cushions, comprising an elongated length of tubular film 
which is flattened and formed into a roll, transverse rows of perforations 
extending across the film at periodic intervals along the length of the film, 
and seams sealing the film together along transverse lines on opposite 
sides of and in close proximity to every other one of the rows of 
perforations. 

14. The plastic film material of Claim 13 wherein the seams extend 
across the entire width of the flattened film. 
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15. The plastic film material of Claim 13 further including a marker on 
the film material for use in positioning the material in a machine which 
processes the material to make the cushions. 

16. A plastic film material for use in the manufacture of pneumatically 
inflated packing cushions, comprising an elongated length of film which is 
which is folded over along its centerline to form superposed two layers 
having one closed edge and one open edge, transverse rows of 
perforations extending across the film at periodic intervals along the length 
of the film, and seams sealing the film together along transverse lines on 
opposite sides of and in close proximity to the rows of perforations. 

1 7. The plastic film material of Claim 1 6 wherein the seams extend from 
the closed edge to within a short distance of the open edge of the film. 

18. The plastic film material of Claim 16 further including a marker on 
the film material for use in positioning the material in a machine which 
processes the material to make the cushions. 

19. In a method of manufacturing pneumatically inflated packing 
cushions, the steps of: forming transverse rows of perforations across two 
elongated, superposed layers of plastic film material, sealing the layers 
together along lines defining a plurality of cushions separated by the 
perforations, forming the film material into a roll for shipment and storage, 
and thereafter feeding the material from the roll to a machine which injects 
a gas between the two layers and seals the material to complete the 
cushions. 


20. The method of Claim 1 9 wherein the layers are sealed together along 
lines on either side of and in close proximity to every other one of the rows 
of perforations. 
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21. The method of Claim 20 wherein the gas is injected through the 
perforations which do not have the seals on either side of them. 

22. The method of Claim 23 wherein the machine seals the material 
along transverse lines on either side of the rows of perforations through 
which the gas is injected. 

23. The method of Claim 1 9 wherein the layers are joined together along 
one edge and open along one edge, the layers are sealed together along 
transverse lines on either side of and in close proximity to the rows of 
perforations, and the gas is injected through the open edge. 

24. The method of Claim 23 wherein the machine seals the material 
along a longitudinally extending line which intersects the transverse seal 
lines. 
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